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CARGO BASKET HOOP FABRICATION - 69821 


General 


These Instructions apply to cargo basket forward attachment hoop 69821-01. Refer to the following drawlngs, 


at the current revision, for dimensions and détails: 


49210, Revision 1 - 
Basket Component - Hoop 
69821, Revision 1 - 
Forward Attachment Hoop 


Work Order: 
"^3 
Complété 


(initial or SCA #) 
Date Open: 
Jl/ 
AO 


1. Forward Attachment Hoop-Préparation-69821-01 
^ 
Oj 
07 
Ol 


a. Start with 49210-02 hoop as stock. 


b. Setup manual milling machine with standard steel vise jaw, with a backup bar to prevent the 
hoop from deflecting while cutting. Set XY 0 on far, right edge of hoop (end of hoop). Shift X 
along hoop 0.75" and set X 0. 


c. Using 5/8" (0.625) end mill, mill into side of tube in accordance with drawing. Apply a few drops 
of Rapid-Tap cutting oil to each location before milling. 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
e. Tag in process hoop(s) and place into stock. 
AO 
^^4 ^4 
2. Forward Attachment Hoop-Welding-69821-01 
' 
^ 
a. Attach two 69823-02 lugs to 11" spacing jig using 3/8-24 boit. Àlign lugs to slots in hoop 
prepared in step 1. above. Centre bolts on hoop. 


b. TIG weld lugs into hoop using ER70S-2 rod. Weld ail around both lugs. 


c. Record lug and welding rod PO/WO on attached material list. 
d. Tag in process hoop(s) and place into stock. 
Aû 
Aû 
^2-04 73.04 73-04 
73-04 73-04 
3. Forward Attachment Hoop - 
Finish - 
69821-01 
^ 
iTf 
07 
07 
07 
a. Run 3/8-24 tap through welded lugs. 


b. Inspect hoop for conformity to drawing. 


c. Tag complété and inspected hoop(s) and place into stock. 
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\ 
CARGO BASKET HOOP FABRICATION - 69822 


General 


These instructions apply to cargo basket aft attachment hoop 69822-01. Refer to the following drawings, at 
the current revision, for dimensions and détails: 


69822, Revision 1-Aft Attachment Hoop 


Notes 


1. AIways bend 1 hoop start to finish to ensure stops and stock length are correct. 


2. AIways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


WorkOrder: 3^/^ 
Complété 


DateOpen: 
^ 
7^1 
ùJ") 
'm' ^3-04 
73-04 73^4 
1. Aft Attachment Hoop Fabrication - 
69822-01 
07 
(Tf 


a. Cut Vz" X 0.035 material to ??", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 
S 
i. Upper tube stop: 19?" 
^ 
ii. Lower bend stop: 12mm 
^ 
f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop, 


g. Slide shim ail the wayforward on benderto secure tube in die 
I 
h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 
^ 
i. Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. 
Using the welding table bending fixture, mark tube at (??) and (??) 


k. Bend lower joggle to ?? degrees in both directions at marks 
^ 
I. On the hoop bending fixture, set the following stops: 
^ 
i. Upper tube stop: 19?" 
^ 
ii. Lower bend stop: 12mm 
^ 
m. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop, 


n. Slide shim ail the way forward on bender to secure tube in die 
o. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure, 


p. Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


q. Using the welding table bending fixture, mark tube at (??) and (??) 


r. Bend lower joggle to ?? degrees in both directions at marks 


(initial orSCA#) 


g 


Page 1 of 2 
30 November 2013 


CARGO BASKET HOOP FABRICATION - 69822 
Complété 


(initial or SCA #) 


s. Check for: 
hoop height: 15.5" (Outsideto outside) 
hoop width just above bends: 22" (outside to outside) 


iii. joggle height 1.75" 


iv. adjust upper stop for height if required 


V. adjust stock length for width if required 


vi. twist - 
due to pulling bending arm up or down through bend 


t. Drill #30 vent holes in bottom centre of hoop in fore/aft direction. De-burr with scotch-brite 


dise on die-grinder. 


73^^04 
NO 
NO ,3^^ 
m 
/ 3*04 
7^^ 
l'O 
2. Aft Attachment Hoop Slots -69822-01 
0* 
^ ^ 
q-j 
^ 


a. Setup manual milling machine with standard steel vise jaw, with a backup oar to prevent the 
hoop from deflecting while cutting. Set XY 0 on far, right edge of jaw (end of hoop). Shift X 
along hoop 0.75" and set X 0. 


b. Using 5/8" (0.625) end mil!, mil! into side of tube in accordance with drawing. Apply a few drops 
of Rapid-Tap cutting oil to each location before milling. 


c. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
d. Tag in process hoop(s) and place into stock. 
^ 


3. Aft Attachment Hoop-Welding-69822-01 
, - 
Û5___ 
^ 
a. Attach two 69823-02 lugs to 11" spacing jig using 3/8-24 boit. Align lugs to slots in hoop 
prepared in step 2. above. Centre bolts on hoop. 


b. TIG weld lugs into hoop. Weld ail around both lugs. 


c. Record lug and welding rod PO/WO on attached material list. 
d. Tag in process hoop(s) and place into stock. 
fvO hO 
H) 73.04 
73-0'f3-04 
4. Aft Attachment Hoop - 
Finish - 
69822-01 
73-04 
gf 
07 07 
a. Run 3/8-24 tap through welded lugs. 
O"! 


b. Inspect hoop for conformity to drawing. 


c. Tag complété and inspected hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 84262 


General 


ZOÙLlufOl SjO 


2.0lb~1Z 


These instructions apply to ail cargo basket hoops that require handie bracket provisions. Refer to the 
following drawings, at the carrent revision, for dimensions and détails: 


Handie Provisions-Common to ail baskets 
84262, Revision 1 - 
Handie Bracket Assembly 


Work Order: 
Complété 


(initial orSCA#) 
DateOpen: 
es" SouY 
AC 
AO 
AO 
k/% 
^^04 ^3-04 ^3.04 ^04 73 
1. Handie Bushings-Préparation-84262-01 
^ 07 
OJ ^ qj 


Required in locations where handie brackets will be installed. 


a. Start with stock hoop or half hoop as required for spécifie basket assembly. 


b. Setup manual milling machine with spécifie hoop vise jaw. Set XY G on far, right edge of jaw 
(end of hoop). 


c. Drill 2 places, 5/16" (0.313) holes using 5/16 (#4) centre drill through both sides in accordance 


with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
e. Tag in process hoop(s) and place into stock. 
^ 
AO 


73-04 
7^04 
73-04 
2. Handie Bushings-Welding-84262-01 
(PS 
1Q5 
^ 


a. Insert 84271-01 bushings into hoop prepared in step 2. above. 


b. TIG weld bushing both sides, 2 bushings per hoop. 


c. Record bushing and welding rod PO/WO on attached material list. 
d. Tag in process hoop(s) and place into stock. 
p>^ 
^ 
A>0 
AO 
AO 
^^04 
73-04 
^3-04 ^3-04 
^3-04 
Handie Bushings-Finish-84262-01 
CTI 
(TJ 


a. De-burr welded bushings. 


b. Inspect hoop for conformity to drawing. 


c. Tag complété and inspected hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 84262 


General 


These instructions apply to al! cargo basket hoops that require handie bracket provisions. Refer to the 
following drawings, at the current revision, for dimensions and détails; 


Handie Provisions - 
Common to ail baskets 
84262, Revision 1 - 
Handie Bracket Assembly 


Work Order: 2- 
^ 
Complété 


A/s 
AC 
Ayv 
(initial or SCA#) 
Date Open: 
CTu (y 2-^/6 
^3-,' 
7"^ 
^ ^ 


1. Handie Bushings-Préparation-84262-01 
, 
^ ^ 


Required in locations where handie brackets will be installed. 


a. Start with stock hoop or half hoop as required for spécifie basket assembly. 


b. Setup manual milling machine with spécifie hoop vise jaw. Set XY G on far, right edge of jaw 
(end of hoop). 


c. Drill 2 places, 5/16" (0.313) holes using 5/16 (#4) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
e. Tag in process hoop(s) and place into stock. 
/SÛ 
_ Aô 
Aô 
73^ 73^4 
'3-04 
2. Handie Bushings-Welding-84262-01 
^ 
/K 
^ 
05 


a. Insert 84271-01 bushings into hoop prepared in step 2. above. 


b. TIG weld bushing both sides, 2 bushings per hoop. 


c. Record bushing and welding rod PO/WO on attached material list. 
d. Tag in process hoop(s) and place into stock. 
fvO 
PsO 
AO 
psO 
f^O 
73-04 
73-04 
73-04 
73-04 
73-04 
Handie Bushings-Finish-84262-01 
01 
01 
01 
rq 
^ 


a. De-burr welded bushings. 


b. Inspect hoop for conformity to drawing. 


c. Tag complété and inspected hoop(s) and place into stock. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial orSCA #) 


Work Order: 
C^) \i^/ cox r 


Date Open: 
OS^ 
73-04 
73-04 
73-04 73-0^ 
1. Rim Assembly-Basket Body 
^ 
^ ^ ^ 


a. Cut and fit %" x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 
d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 
e. 94611 (2061/407 XL ski) only - 
drill for 4 threaded bushings before assembling rim. ^ 
te 
^ 
Ni 
K) 


2. Weld Rim Assembly. 
22JU. 
a. Record welding rod PO on attached material list. ^ 
05 


b. 94611 (206L/407 XL ski) only - 
weld 4 threaded bushjngs into inboard rim tube. 
H) 
pv 
pcf 
n:i 
PC 
73-04 
3 
73-04 
. Inspection 


a. Rim for complété welds 
eb 


73-04 


"05" 
Aô 
73-04 
-05^ 
4. Frame assembly - 
body 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 


d. Assemble hoops with attachment lug locating jig and hoop spacing jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 
2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 
^ 


ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
3 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 


basket. Ensure jig is straight prior to tightening ail clamps. 


e. Cut 34" X 0.035 material to fit spine jig. 


f. Cut Vt" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 
g. Option: Cut 34" x 0.035 material for front end cutout. Record material PO on attached material 


list. 
h. 90611 (R44) only: Cut 34" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA#) 


j. 
Record hoop WOs and material POs on attached material list. 


k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoopsto rim in accordance with drawing. General positions; 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIOE of rim 


ii. AU other baskets 


1. inboard side of hoops (attachment side) aligns to INSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDEqf rim, except R44 . 
T» ' 
AO 
Ao 
AO 


5. TIG weld frame to rim assembly. 
a. Ensure lug locating jig and hoop locating Jigs are in p'iace. ligs i^st remam in plâcl^Tas lon^ 


as practical during welding. 


b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 


are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use jig to support front hoop. 
d. Record welding rod PO on attached material list. 
AO 
^ AO 
AO 
^ 
73-04 
73-04 73-04 
6. Inspection 
1%0t 
05 
05 
05 
a. Frame assembly for complété welds. 
M ^ 
AD 
73-04 
-13-0^ 
73-04 73.04 
7. Mesh assembly. 
Qj 
' 
Ul 
07 
q-j 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 
d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only - 


1. Set y*" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 
2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 
3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial orSCA#) 


f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 


2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 
3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 
progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 


during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed priorto welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vil. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 


rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require 34 to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 


i. 90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 
Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible. 


III. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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CARGO BASKET BODY FABRICATION - COMMON 
frO 
AO 
Complété 
73-04 ^3-04 
^^-04 (initial or SCA #) 
8. Weld mesh to frame assembly per drawing. 
05 
^ ^ 
a. Ensure lug locatingjig is in place prier to welding. 
73 o 
^ 
b. General welding requirements for ail baskets, MIG welding: 
^3-04 


i. Every intersection at top edges. 
^5 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 
d. Grind high spots off body mesh welds on ends before welding end mesh. 


e. 90611 (R44) only - 
weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 
.Aô 
AO 
Aô 
9. Weld basket components 
73-04 
a. TIG weld lid prop bushing(s), one or two per drawing. fl5 
^5 
^ 
O5 
^ 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 


d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached materia^t. 
ii. Record placard bracket WO on attached ijjij^ial list. ^ ^ 7;^ 
AO 
" 
07°'' "-04 73-04 
10 
ÛT 
. Clean up 
^ 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 
d. Remove surface rust with scotch-brite pad. 
AO 
^ Aô 
Aô 
^^0" "-04 
^^04 
11. Final Inspection 
^ 
02 
O? 
7. 
02 
To be completed by a différent person than the previous steps. 
a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA ft) 
e. Tag complété basket body assembiy in préparation for powder coating. 
12. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembiy and place into stock in préparation for assembiy. 


AO 
, 
Ao 
WJ 
■ 5-04 
^0^ 
A-j 
73.04 
02 
^0'' 
^ 
02-' 
n 
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: CARGO BASKET BODY FABRICATION - COMMON 


» 


General 


These instructions apply to al! cargo basket body assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
—^ 
69811, Revision 3 - 
Standard Low Mounted Basket 
94511, Revision 0 - 
Extra-Wide Low Mounted Basket 
94611, Revision 0-Extra-Wide Low Mounted Ski Basket 
76611, Revision 0-High Mounted Ski Basket 
—'> Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0- Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 
77611, Revision 1 - 
Short Basket 
76411, Revision 3 - 
Médium Basket (left or right) 
78411, Revision 2 - 
Long Basket 
94011, Revision 0 - 
Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0-Short Basket 
80311, Revision 0-Médium Basket 
81111, Revision 0 - 
Long Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 
95911, Revision 0 - 
Standard Basket 


Bell Médium - 
left or right 
75111, Revision 0-Standard Basket 
95511, Revision 0 - 
Extra Large (ski) Basket 
Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision 0-Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5 - 
Auxiliary Latch 
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Work Order: 


Date Qpened: 


Matériel Tracking Sheet 


Bell 206L/407 


Standard Basket Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


S" 
69811-01 
Basket Assembly 


Step 1 
R/m Assembly 


. 2 
— 
3/4" Tube - Long Rim (75.75") 
4130 Steel, Y*" x 0.035 Sqr. Tube 


.2 
— 
3/4" Tube - Short Rim (22.5") 
4130 Steel, V/ x 0.035 Sqr. Tube 
i6cr^ 


Step 2 
IVe/d Rim Assembly 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 
JL^OOS^ 


Step 3 
Inspection - RIm 
None 


Step 4 
Frame Assembly 


. 1 
49210-02 
Hoop - standard 
4130 Steel, y/ x 0.035 Sqr. Tube 


. 2 
84262 
49210-02 
Hoop - with handie provisions 
4130 Steel, y/ x 0.035 Sqr. Tube 
/5oTQ<ar- 


. 1 
69821-01 
Forward Attachment Hoop 


. 1 
69822-01 
Aft Attachment hoop 


.4 
~ 
1/2" Tube - spine 
4130 Steel, V-i' x 0.035 Sqr. Tube 


.2 
— 
1/2" Tube - strut 
4130 Steel, y/ x 0.035 Sqr. Tube 


Step 4.g. 
70404 
70404-01 
Option: Front End Cutout 


(optional) 
70404-03 
1/2" Tube 
4130 Steel, V^' x 0.035 Sqr. Tube 


70404-04 
1/2" Tube 
4130 Steel, Yi' x 0.035 Sqr. Tube 


Step 5 
Weld Frame Assembly 


.A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 
l^oo^ 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


. 1 
— 
Mesh (Body - 48" x 75") 
3/4-16F Expanded Mild Steel sheet 
\Lo^S 


. 2 
~ 
Mesh (End - 22" X 15.5") 
3/4-16F Expanded Mild Steel sheet 


oJk^ 


\Nork Order: 


Date Opened:_££_2!^^£_ifiL 


Matériel Tracking Sheet 


Bell 206L / 407 


Standard Basket Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
POAA/0 


Step 8 
Weld Mesh 


.AIR 
— 
Welding Rod 
ER70S-6 MIG Wire 
IS'OfO 


Step 9 
Weld Basket Components 


. 1 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, Yt" Dia. 


.AIR 
— 
Welding Rod 
ER308L TIG Rod 


Step 10 
C/ean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 
[\) (<) [>) C') 


Work Order: 


Date Ooened: 


Matériel Tracking Sheet 


Bell 206L / 407 
Standard Basket Hoops 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


i^orD 
Step 1 
49210-02 
Hoop - standard 
4130 Steel, Vi' x 0.035 Sqr. Tube 


i6crf^ 
Step 1 
(o 
49210-02 
Hoop - with handie provisions 
4130 Steel, 
x 0.035 Sqr. Tube 


Step 2 
Welding 
, 


. 2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 


. A/R 
— 
Welding Rod 
ER70S-2 
/Hoos' 


Step 3 
Inspection 
None 


r 
69821-01 
Hoop - attachment (forward) 


Step 1 
Fabrication 


. 1 
49210-02 
1/2" Tube - hoop 
4130 Steel, Va" x 0.035 Sqr. Tube 


Step 2 
Welding 


.2 
69823-02 
Lug 
1018 Steel, 5/8" Rod 


.A/R 
— 
Welding Rod 
ER70S-2 
Hoos' 


Step 3 
Inspection and Finishing 
None 


Work Order: 


Date Ooened: 


Matériel Tracking Sheet 


Bell 206L / 407 
Standard Basket Hoops 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


y 
69822-01 
Hoop - attachment (aft) 


Step 1 
Fabrication 


. 1 
— 
1/2" Tube - hoop 
4130 Steel, Vi" x 0.035 Sqr. Tube 
ISoy^L 


Step 2 
Welding 


. 2 
69823-02 
Lug 
1018 Steel, 5/8" Rod 


. A/R 
— 
Welding Rod 
ER70S-2 
/HOOS' 


Step 3 
Inspection and Finishing 
None 


CARGO BASKET HOOP FABRICATION - 49210 


t 
General 


These instructions apply to cargo basket hoop 49210-02 and derivatives that use it as stock. Refer to the 
following drawings, at the current revision, for dimensions and détails: 


49210, Revision 1 - 
Basket Component - Hoop 


Notes 


1. AIways bend 1 hoop start to finish to ensure stops and stock length are correct. 


2. AIways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


Work Order: 
3 
Complété 


(initial or SCA#) 
Date Open: 
êS' JVlY M 
73,^. 
N3 
èO 


1. Hoop Fabrication-49210-02 
01 
^ 


a. Cut Yil' X 0.035 material to 48.0", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: 19?" 


ii. Lower bend stop: 12mm 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. 
Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. Repeat steps f.-i. for opposite end of tube. 


k. Check for: 


i. hoop height: 15.5" (Outside to outside) 


ii. hoop width just above bends: 22" (outside to outside) 


iii. adjust upper stop for height if required 


iv. adjust stock length for width if required 


V. twist - 
due to pulling bending arm up or down through bend 


I. 
Drill #30 vent holes in bottom centre of hoop in fore/aft direction. De-burr with scotch-brite 


dise on die-grinder. 
m. Inspect hoops for conformity to drawing. 


n. Tag complété and inspected hoop(s) and place into stock. 
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I CARGO BASKET HOOP FABRICATION - 49210 


I 
General 


These instructions apply to cargo basket hoop 49210-02 and derivatives that use it as stock. Refer to the 
following drawings, at the current revision, for dimensions and détails: 


49210, Revision 1 - 
Basket Component - Hoop 


Notes 


1. AI\A/ays bend 1 hoop start to finish to ensure stops and stock length are correct. 


2. AIways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


Work Order: 
^ 
Complété 


(initial or SCA #) 
Date Open: 0^ -3vi-V 
^ ^ 


1. Hoop Fabrication - 
49210-02 
07~\ 
Qj 
^ 
^ 
Od 
7i 
- 


trr 
a. Cut Vi" X 0.035 material to 48.0", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: 19?" 


ii. Lower bend stop: 12mm 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. 
Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. Repeat steps f.-i. for opposite end of tube. 


k. Check for: 
hoop height: 15.5" (Outsideto outside) 
hoop width just above bends: 22" (outside to outside) 


lii. adjust upper stop for height if required 


iv. adjust stock length for width if required 


V. twist - 
due to pulling bending arm up or down through bend 


I. 
Drill #30 vent holes in bottom centre of hoop in fore/aft direction. De-burr with scotch-brite 


dise on die-grinder. 
m. Inspect hoops for conformity to drawing. 


n. Tag complété and inspected hoop(s) and place into stock. 
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' CARGO BASKET HOOP FABRICATION - 49210 


1 
General 


These instructions apply to cargo basket hoop 49210-02 and derivatives that use it as stock. Refer to the 


following drawings, at the current revision, for dimensions and détails: 


49210, Revision 1 - 
Basket Component - Hoop 


Notes 


1. AIways bend 1 hoop start to finish to ensure stops and stock length are correct. 


2. AIways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


Work Order: 
3 
Complété 


(initial or SCA #) 
DateOpen: ûT 
2o((o 
fO 
^ ^ AO 
AO 
73-04 
7:^4 7^04 73.04 73-04 
on 
^ ^ on 
on 
1. Hoop Fabrication - 
49210-02 


a. Cut 34" X 0.035 material to 48.0", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: 19?" 


ii. Lower bend stop: 12mm 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. 
Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. 
Repeat steps f.-i. for opposite end of tube. 


k. Check for: 
hoop height: 15.5" (Outsideto outside) 
hoop width just above bends: 22" (outside to outside) 


adjust upper stop for height if required 


iv. adjust stock length for width if required 


V. twist - 
due to pulling bending arm up or down through bend 


I. 
Drill #30 vent holes in bottom centre of hoop in fore/aft direction. De-burr with scotch-brite 


dise on die-grinder. 
m. Inspect hoops for conformity to drawing. 


n. Tag complété and inspected hoop(s) and place into stock. 
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0.75 
TYP. 


MILL 5/8" 
0.313" DEEP 
2 PLACES 


UST OF MATERIALS 


PART NO. 
ITEM 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC. 
STOCK SIZE 


49210-01 
01 
END HOOP 
4130 SQUARE TUBING 
MIL-T-6736 
«1/2" X 0.035 WALL 
49210-02 
02 
HOOP 
4130 SQUARE TUBING 
MIL-T-8736 
«1/2" X 0.035 WAU 


15.50 


4.0* RADIUS 


SEE NOTE 2 


22.0 


15.50 


4.0" RADIUS 


SEE NOTE 2 


22.0 


01) END HOOP 
02) HOOP 


NOTES; 


1. REMOVE ALL BURRS ANO SHARP EOGES 
Z DRItI #30 (0.129) VENT HOLE M BOHOM OF HOOPS FOR VENTING WELD GASES. 


APPROVALS 
DATE 
AEEO DESIGN LTD. 
/é=^ JJ 
96884 UAUSPINA HOAD 
POWIU RtVER, BC, CANADA. VBA 0G3 
v 
11**"^ 
TIL: fl04.463.237B 
wwv.Aeroda4MB.ûR 


STEVEN FAHEY 
MAY 10/02 


OHECKED: ^ bURGOIN 
MAY 10/02 


UNLESS OTHERWISE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DECIMALS 
ANGLES 


HEUCOPTER CARGO BASKET 
BASKET COMPONENTS - HOOPS 


2 
TITIE BLOCK UPDATED: VENT HOLE CHANGED 
BJC 
22/05/2014 


1 
HOOP HEICHT CHANGED 
BJC 
APR 28/04 


REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 


NOTICE 
THB ORA«IMO CONTAINS iiroRlIAUON ANO DATA WHK» IS PROPRIETARY TO AERO DESGN LTD. THK DRAVANO. OR ANY PORTION 
1NERE0F, MAY NOT DE REPROOUCED, OOPCD, OR DUPUCATED IN ANY MANNER. NOR USED FOR HANUFACTURMG VMTHOUT THE WBTTEN 
CONSENT OF AERO DESMN LTD. BY ACCEPTMG THIS DRAMNC FOR REFERENCE. THE RECIPIENT AGREES TD HOLO AERO DESIGN LTD. 
HARULESS FROM THE USE. OR MISUSE. OF THIS ORATRNG OR THE INFORMATION OONTAMED THEREON. 


X.XXX ±0.010 
±1/2' 
X.XX 
±0.03 
X.X 
±0.1 


SCALE 1 : 5 


SHEET 1 OF 1 


DWG. SIZE 
LGL 


DWG. NO. 
49210 


REV. 
2 


wtftMMawrfiimmmMuamiHiMiiivnwpan». mi**AéiJïW 
am. 
m ouwu» m m 
«wo, m* u» r» MMnewwe mon «c «m 
cas» v «m Dm 
is. i 
. 
. 
- ttaa, tu iiiamt w 
m 
uk. « 
imj». o »b awe 
at w mwnBi ctmm 


REV 
OeSCRPTION OF CHANGC 
MITIALS 
DATt 
1 
CPENMC MODtriED 
SX 
JM 1B/06 
2 
OPEMNO UOOtnED 
ex 
OCT 27/11 


@ 
BASKET BODY ASSEMBLY 


2. Ptcuo^ Aa BLrms ano brcak sharp edgcs 


3. iELOWC Cf 4IM STEEL TO BE COtffnXIEO BV CTA« UETHOO TO AMS 36e9C 
«ClOMC ROD «AU CONPOmi TO ER70S-2 OR EOLflVAL£NT. 


4. wcN Asseyeir is complété, ftll au >€nt holes wth rosette «eio. 


s. 1HCR0U0HLY CLEAN ANO P0W0ER COAT BASKET SUB-ASSEM8UES PRIOR TO 


1 
3/4-16F 05 
UESH 
WLD STEEL 
COMWERCtAL 


1 
70404-04 04 luiE 
4130 STEEL CONO. N 
tinL-T-«736 
0.5 X 0.03S «Aa TUBE 


1 
70404-03 03 
TUBE 
4130 STEEL cota. N 
UR.-T-6736 
0.» X 0.035 «AU TUBE 


1 
09611-01 0? BASKET BOOY ASSEMBLT 
S 
70404-01 
01 
BASKET BOOY ASSEMBLY - M< KPIEC PORWARD ENO 


01 
PART NO. 
ITEM 
OESCAPTION 
UATEH1AL 
WATERIAL SPEC 
STOCK SiZE 


OTY 
UST OP UATERlALS 


e 8URGCIN 


» SEPT 20W 


UNLESS OTHCRWtSE SPEOFIEO 
OMENSIONS ARC m mCHES. 
TOLERANCES ON: 
OCCUALS 
ANOXS 
xxxx ±0.010 
il/2* 
x.xx 
±0.03 
XX 
±o.T 


AFRO DESIGN LTD. 
CONSUUmO EHCimilS. TSAN^ORT CANA&A APPROVALB. DAR 2B0U 
8013 - 30TH AVCHUI NX. CALCAXY. AUCRTA. CANADA. 1EE 6K7 
Ut («OD MO-ta«T 
ter { 


BELL 206L ANO 407 
OUICK RELEASE CARGO BASKET 
OPEN FORWARD END MOCMnCATlON 
im PS ' 


- Al 
70404 


■ wen. K wcwoif ttma nmame ta» nt -nriirr nnnw oa. m 
t, onw» aww w ik irâamiBi ttWMO www | 


•DETAIL A 


REV. 
DESCRPTKM OT CHANGE 
MITiALS 
1 
0*TE J 
1 
lues CHANGED 
BX 
HTTiTO^ 
2 
AFT ENO HODIFCO FOR CROSS TUBE CUARANCE 
BJC 
3 
HANDLE BRACXET CHANGED. HOOP SPACMC CHANGED 
BX 


NOTES: 


1. RCUO\C AU BURRS ANO BREAK SHARP EDGCS 


2. MLOINC OF 4130 STECL TO BE COlfTlETED 8Y OTAN M£THOO TO AMS 20690. 


«ELOmC ROD WAU. CONFORU TO CRTOS-E OR EOUIVALENT. 
• 
y HHEN ASSEMBLY IS COUPŒTE. FU AU. VENT HOLES «>1H ROSETTE NELO. 


4. TKOROUGn.Y OEAN ANO POWDER COAT BASKET SUB-ASSE>«UES PRtOR TO ASSIOLY. 


74.790 


DETAIL B 


14.75 


ORU «1/2 0U1SDE ONLY 
•00 SPACER (ITEU 08) MTO HOIE 
RE-OnU I» (0.196*) 1HRU SPACO 


DETAIL C 
@ BASKET BODY ASSEMBLY 


SEE OETAL C 


ÎTPfCAL 


lYPICAl 
i PUCES DCMN 
PER HOOP 


DUC 64262(08 


DETAIL B 
DETAIL A 


! 
6S822-01 
11 
AFT END HOOP 
A^ 
3/4-16F 
10 
UESH 
STEEL 
COMMEROAL 


1 
49215-01 
09 
SPACCR 


1 
B4262-01 
08 
HANOŒ BRACKET ASSEMBLY 
07 
— 


-- 
06 
— 
A/V 
— 
09 
lUK 
41X STEEL CONO. N 
IH.-T-e7S6 
0.9 X 0.0» SOa TUBE 
A^ 
— 
04 
TUBE 
41X STEEL CONO. N 
WL-T-8736 
0.79 X 0.039 SOR. TUBE 
3 
49210-02 
03 
HOOP 


1 
69621-01 
02 
FORWARO El» HOOP 
66811-01 
01 
BASICT BODY ASSEMBLY 


01 
PART HO. 
TEU 
OESCRIPTiON 
MATERIAL 
MATERIAL SPEC 
STOO( SOE 


OTY 
U5T OF WATTRIALS 


JEFT (XARKE 


E. BURCOm 


UNLESS 01HER1HSE SPEOnED 
OMCNSIONS ARE IN MCHES. 


TOLERANCES ON: 
OCOUALS 
ANGLES 
X.XXX ±0.010 
±1/2' 
X.XX 
±0.03 
x.x 
±0.1 


AERO DESIGN LTD. 


CMISULTING ENCDfCERS. TRANSPORT CANADA APimoVALS. CAR SBON 
SOIS - 3STH AVENUE N.E., CALOARY. AlfCRTA. CANADA. lEB SS7 
ut. («oa} Me-ao3T 
tut (403) 


BELl 206L. 407 
(JUICK RELEASE CARGO BASKET 
BASKET BODY ASSEMBLY 


SHEET 
1 or 1 


jCMC 9ZC ~ 


- Al 
69811 


MILL 05/8 
0.313 DEEP 
2 PLACES 11.00 


15.50 


4.0 RADIUS 


REV. 
DESCRIPTION OF CHANGE 
INITIAIS 
DATE 


1 
REMOVED LUG (ITEM 2), BOTH LUGS NOW ITEM 3 
BJC 
09/11/2006 


m 


GTAW 


END HOOP 
DETAIL A 


SCALE 1 : 1 
DETAIL B 


SCALE 1 : 1 


NOTES 


1. REMÛVE ALL BURRS AND BREAK SHARP EDGES. 


2. DRILL 3/32 VENT MOLE IN BOTTOM OF HOOP FOR VENTING OF WELD CASES 


3. WELDING OF STAINLESS STEEL LUGS TO BE COMPLETED BY GTAW ME7H0D TO AMS2685C. 
WELDING ROD SHALL CONFORM TO AMS 5680 (347 STAINLESS STEEL) OR EQUIVALENT. 


S 


01 


OTY 


69823-02 


69821-01 


PART NO. 


03 
02 
01 


ITEM 


LUG 


END HOOP 


DESCRIPTION 


30A STAINLESS STEEL 


4130 STEEL GOND. N 


MATERIAL 


ASTM A476 


MIL-T-6736 


MATERIAL SPEC 


5/8 DIA ROD~ 


1/2 X 0.035 SQR. TUBE 


STOCK 5IZE 


UST OF MATERIALS 
lilHiîii 


Ristislii 


APPROVALS 


DRA«N; 
JEFF CLARKE 


E. BURGOIN 


DATE 


10 APR 2006 


UNLESS OTHERWISE SPEQFIED 
DIMENSIONS ARE IN INCHES 
TOLERANCES ON: 
OECtMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
CONSULTINC taiGDŒEKS. TRANSPORT CANADA APPROVALS, DAR SMHf 
8013 - 39TH AVXKCE N.E.. CALGARY, ALBERTA. CANADA. T2Z 6R7 
M; 
(4MD 860-ai)C7 
f*x: (403) seo-<sn 


SCALE 1 


BELL 206L, 407 
QUICK RELEASE CARGO BASKET 
BASKET COMPONENTS - END HOOP 
ISS 
DWG. SIZE 
wsrm, 


SHEET 1 OF 1 LGL 
69821 


■ y.: 


MILL 05/8 
0.313 DEEP 
2 PLACES 


4.0" RADIUS 


69823-02 
89821-01 
END HOOP 
END HOOP 
PART NO. 


APPROVALS 


CHECXED; 


REV. 
DESCRIPTION OF CHANGE 
INITIAIS 
DATE 


1 
CHANGE JOGGLE 
BX 
SEPT 13/11 


::EB 
:eb 


DETAIL A 


SCALE 1 : 1 
DETAIL B 


SCAl£ 1 : 
1 


1.75 


DESCRIPTION 


4130 STEa COND. N 


MATERIAL 


MIL-T-6736 


MATERIAL SPEC 
1/2 X 0.035 SQR. TUBE 


STOCK SIZE 


NOTES 


1. REMOVE ALL BURRS AND BREAK SHARP EDGES. 


2. DRLL 3/32 VENT MOLE IN BOTTOM OF HOOP FOR VENTING OF «CLO CASES 


3. WELOINC OF STAINLESS STEEL LUGS TO BE COMPLETEO BY GTAW METHOO TO AMS268SC. 
WEL0IN6 ROO SHALL CONFORM TO ER70S-2 OR EQUIVALENT. 


LIST OF MATERIALS 


JEFF CLARKE 


E. BURGOm 


DATE 


10 APR 2006 


UNLESS OTHERMSE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEQMALS 
ANGLES 
X.XXX ±0.010 
±1/2" 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
CONSULTINC ENGINEERS, TRANSPORT CANADA APPROVALS, DAR ZOOU 
2013 - 39TH AVENUS N.B., CALQARY, ALBSRTA, CANADA, T2S 6R7 
Ul: (403) 850-B0e7 
fox: (403) 830-3333 
nal 


BELL 206L. 407 
QUICK RELEASE CARGO BASKET 
BASKET COMPONENTS - AFT HOOP 


SCALE 1 


SHEET 
1 
OF 1 
LGL 
69822 
1 


^f(-î3 


1WllliW«MlffJ»BIIWaW<IIIIUUMIIIIIIIIII»lilW lUMMIlUIM 
M 
IIMlft « W 
MIIIM1IW. W 
ft IIMIIIl^ 
am. 
on MPUUXD m un mna. nmmtfm matamn mur ne ■ utun cdmoit of «ao k9« lv. ir acouk nt nuaac rot 
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REV. 
DESCRIPTION OF CHANGE 
INIT1ALS 
1 
DATE 
0 
INITIAL ISSUE - CREATED FROM 36262 
BJC 
ll-vfii»»-] 


1 
CHANGE LOCATION OF BUSHMGS 
BX 
H-.-n.îTA.-.SI! 


2 
UPOATED TTTLE BLOCX, MOVE UD PROVISIONS TO 84263 
BX 
ntfi'Vyi-wt! 


CARGO BASKET RIM 
(REF) ■ 


FIRST HOOP FROM END 


i 
0.406 


0 oir+0.00 
"■ "-0.03 
TYP 


2.750 


HRST HOOP FROM END 


/-® 


\-p—<0^ 
GT 


2 PLACES PER HOOP 


AW 


BOTH SIDES 
GRIND aUSH AFTER WELDING 
2 PLACES PER HOOP 


ORILL 09<8 (0.313) THRU 
2 PLACES 


(01) BASKET HANDLE PROVISIONS ASSEMBLY 
^ 
PROVISIONS TO BE INSTALLED IN HOOPS BEFORE ASSEMBLY 10 BASKET RIM 


NOTES: 


1. 
REMOVE ALL BURRS AND SHARP EDGES. 


2. mOING TO BE COMPLETED BY GTAW METHOO TO AMS2685C USING 


ROD CONFORMING TO ER70S-2 OR EQUIVALENT. 


4 
84272-01 
02 
BUSHING 
84262-01 
01 
BASKET HANOLE PROV. ASSY 


01 
PART NO. 
ITEM 
DESCRIPTION 


QTY 
LIST OF MATERIALS 


APPROVALS 


JEFF CLARKE 


E. BURGOm 


DATE 


03 NOV 2000 


UNLESS OTHER^MSE SPEaFCD 
DIMENStONS ARE M INCHES. 


TOLERANCES ON: 
OEOMALS 
ANGLES 
xxxx ±0.010 
±1/2* 
XXX 
±0.03 
XX 
±0.1 


AERO DESIGN LTD. 


9668A UALASPmA ROAD 
POWELL RIVER. BC. CANADA. VBA 0G3 
m.: eOi.4BS.S3Te 
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